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(57) ABSTRACT

A machining command improving system 1s in an integrated
system 1n which a CNC machine tool for machining of a
machining target into a predetermined machining geometry
a machining command and a shared database are connected
to each other. The machining command 1mproving system
includes: a machining state recording unit that associates
requested information mdicating a request to be satisfied in
the machiming when the CNC machine tool performs the
machining and state information indicating a state of 1mple-
mentation of the machining, and registers the associated
requested information and state information as machining
technique information; and a machining method 1mproving
unmit. The machining method improving unit improves the
machining command of the improvement target at the CNC
machine tool based on machining technique information
registered with the shared database and including requested
information conforming at least partially to requested infor-
mation corresponding to a machining command of an
improvement target.

7 Claims, 9 Drawing Sheets

T:INTEGRATED SYSTEM

',./

10
o~
CNC MACHINE TCOL
11 12 13
~ ~ ~
MACHINING TOOL. MACHINING
STATE INFORMATION METHOD
RECORDING MANAGEMENT IMPROVING
UNIT UNIT UNIT
20
o~
MACHINING | | MACHINING 1’2"&%@5@%@ TOOL USAGE TOOL
GEOMETRY | | COMMAND | |inrFormaTion] | HISTORY | |INFORMATION
SHARED DATABASE
30 40
~ i
CAD CAM




US 11,526,149 B2
Page 2

(56)

U.S. PATENT DOCUM

2006/0079987 Al*

2007/0091094 Al*

2015/0205296 Al*

2017/0178015
2017/0357243
2018/0150060
2018/0314227
2019/0079503

> 2222

* cited by examiner

References Cited

4/2006 Cha ............... GO5B 19/4097
700/173

4/2007 Hong ............ GO05B 19/4103
345/4774

7/2015 Henning ................. B24C 1/045
700/160

6/2017 Sato ........oceoeeeiiinnn, GO6N 7/005
12/2017 Takayama ................ GO6N 3/08
5/2018 Hsu ............... GO05B 19/40937
11/2018 Bretschneider .... G0O5B 19/4097
3/2019 Unterguggenberger .....................

GO5B 19/41865



AVO advo

Ov 0t

US 11,526,149 B2

ASVEV.ivd dddVHS

> NOLLYWHOANI| | AYOLSIH | NOLLVWSOANI| | anvinnoo
S 1001 39VSN 100L| | pninmaviv | | DNINIHOVIA
i

Z 02

x

&

]

=

1001 ANIHOVIN ONO

A

W31SAS dd1VHOALNI- |

| Ol

U.S. Patent

AdLANOFD
ONINIHOVIN |




dONVHA 101 TVYNOISNANIQ
AONVYHITOL TVYOIHdLINOTD -
SSANHONOY F0V4dNS:
JONVHd 101 WVO-

1304V.1
ONINIHOVIA 40 1VId41VIN MYy -
ONINIHOVIA 40 NIV -
NOILVINHOANI 1.S3N03H DNINIHOVA IR

US 11,526,149 B2

- NOLLYINHOANI LSINOIY DNINIHOVIN M

e 1OVH13d 40 AOHLIN]

2 HOVOdddY 40 AOHLINL] d31S HDNINIHOVWN HLN @

. ADILVHLIS “
NOILIANOD HDNILLNDO[ d31S DNINIHOVN ANODIS @

m 13949VL DNINIHOVIN 40 IVIMILVYNL] d3LS ONINIHOVIN LSHIi @

r 438ANN TOOLL] ANVINNOD DNINIHOVI

= d3LS DNINIHOVIA

40 HSINI4 40 JNLL ANV 3LvaA$

40 HSINI4 40 JNLL ANV J1vd[] ANVINWNOD HNINIHOVI

- dalS5 UNINIHOVIA 40 1¥VLS 40 JNILL ANV 3LVAS
= 40 L1YVLS 40 IWIL ANV 3LvaL] HIGWAN 7001 INIHOYIN ONOG
= 438NN d31S ONINIHOVINLS 4IGNNN ANVYINNOD DNINIHOVING
=¥ SdALS DNINIHOVIN HLN O1 LSHId4 NOILYWHOSNI 3NOINHOIL DNINIHOVI
7, .

= ¢ Ol



U.S. Patent Dec. 13, 2022 Sheet 3 of 9 US 11,526,149 B2

FIG. 3

MACHINING TECHNIQUE INFORMATION
OMACHINING COMMAND NUMBER
<OCNC MACHINE TOOL NUMBER
ODATE AND TIME OF START OF MACHINING COMMAND
ODATE AND TIME OF FINISH OF MACHINING COMMAND
OSTATE OF ATTACHMENT OF CUTTING TARGET MATERIAL

@ FIRST MACHINING STEP
SERVO INFORMATION
' INFORMATION ACQUIRED
FROM VARIOUS SENSORS
IMAGES OF MACHINING
STATE
TOOL INFORMATION

& NTH MACHINING STEP
SERVO INFORMATION
INFORMATION ACQUIRED
FROM VARIOUS SENSORS
IMAGES OF MACHINING
STATE

TOOL INFORMATION
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FIG. 4

TOOL USAGE HISTORY ¢ FIRST TO MTH TOOL NUMBERS
€ FIRST TOOL NUMBER OTOOL EXCHANGE TIME

€ SECOND TOOL NUMBER LITOTAL TOOL USAGE PERIO

®MTH TOOL NUMBER

FIG. 5

TOOL INFORMATION € FIRST TO MTH TOOL NUMBERS
€ FIRST TOOL NUMBER LITOOL LIFE

& SECOND TOOL NUMBER [OTOOL COST PER UNIT TIME

®MTH TOOL NUMBER
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MACHINING COMMAND IMPROVING
SYSTEM AND MACHINING COMMAND
IMPROVING METHOD

This application 1s based on and claims the benefit of
priority from Japanese Patent Application No. 2019-114595,

filed on 20 Jun. 2019, the content of which 1s incorporated
herein by reference.

BACKGROUND OF THE INVENTION

Field of the Invention

The present mvention relates to a machining command
improving system and a machining command improving
method for improving a machining command.

Related Art

For machiming of a workpiece using a computerized
numerical control (CNC) machine tool, an appropnate
machining command 1s required to be calculated. Generally,
the machining command 1s calculated using computer-aided
design (CAD) and computer-aided manufacturing (CAM).
More specifically, a user first designs a machining geometry
using CAD. Next, the user calculates a machiming command
using CAM for machining into the designed machiming
geometry. Then, the CNC machine tool machines a work-
piece on the basis of the calculated machining command. In
this way, the user can machine the workpiece mto the
intended geometry.

A technique for assisting a user 1n calculating a machining
command using CAM 1s disclosed 1n patent document 1, for
example. According to the technique disclosed in patent
document 1, “machining technique information”, which 1s
information for assisting in calculating a machining com-
mand, 1s generated on the basis of data resulting from actual
machining. The generated machining technique information
1s output to CAM. A user using the CAM refers to the
machining technique information to become capable of
calculating a new machining command appropnately.

Patent Document 1: Japanese Unexamined Patent Appli-
cation, Publication No. 2019-008505

SUMMARY OF THE INVENTION

A general case has been that, when an appropriate
machining command 1s calculated and high-volume produc-
tion 1s started under the calculated machining command, the
content of this machining command 1s not reviewed. Hence,
the situation has been that, even 1 machining technique
information of a higher quality was accumulated thereaftter,
the contents of such information had not been reflected 1n the
existing machining command. The reason for this 1s that
reflecting new machining technique information in an exist-
ing machining command requires returning to the CAM,
which 1s an upstream step, and subsequent recalculation of
a machining command using the CAM, and this imposes a
complicated process on the user. Hence, improving a
machining command through a simple method has been
desired.

(1) One aspect of this disclosure 1s a machining command
improving system in an integrated system in which a CNC
machine tool for machining of a machining target into a
predetermined machining geometry on the basis of a
machining command and a shared database are connected to
cach other, the machining command improving system
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2

being a system for improving the machining command and
including: a machining state recording unit that associates
requested information mdicating a request to be satisfied in
the machiming when the CNC machine tool performs the
machining and state information indicating a state of 1mple-
mentation of the machining, and registers the associated
requested information and state information as machining
technique nformation with the shared database; and a
machining method improving unit, the machining method
improving unit improving the machining command of the
improvement target at the CNC machine tool on the basis of
machining technique imformation registered with the shared
database and requested information conforming at least
partially to requested information corresponding to a
machining command of an improvement target.

(2) One aspect of this disclosure 1s a machiming command
improving method implemented in an integrated system 1n
which a CNC machine tool for machimng of a machiming
target into a predetermined machining geometry on the basis
of a machining command and a shared database are con-
nected to each other, the machining command 1mproving
method being a method of improving the machining com-
mand and including: a machiming state recording step of

associating requested information indicating a request to be
satisfied 1n the machining when the CNC machine tool
performs the machining and state information indicating a
state of 1implementation of the machining, and registering
the associated requested information and state information
as machining techmque information with the shared data-
base; and a machining method improving step, the machin-
ing method improving step improving the machining com-
mand of the improvement target at the CNC machine tool on
the basis of machining technique information registered with
the shared database and requested immformation conforming
at least partially to requested information corresponding to
a machining command of an improvement target.

According to each aspect of this disclosure, improving a
machining command at the CNC machine tool allows the
machining command to be improved 1n a simpler method
than the conventional method.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 1s a block diagram showing a basic configuration
according an embodiment of the present invention;

FIG. 2 1s a data configuration view showing an example
of machining technique information according to the
embodiment of the present invention;

FIG. 3 1s a data configuration view showing an example
of information added to the machining technique informa-
tion according to the embodiment of the present invention;

FIG. 4 1s a data configuration view showing an example
ol a tool usage history according to the embodiment of the
present 1nvention;

FIG. 5 1s a data configuration view showing an example
of tool imformation according to the embodiment of the
present 1nvention;

FIG. 6 1s a sequence chart showing the flow of a process
ol generating and storing machining technique information
according to the embodiment of the present invention;

FIG. 7 1s a sequence chart showing the flow of a process
of updating tool usage history and tool information accord-
ing to the embodiment of the present invention;

FIG. 8 1s a sequence chart showing the flow of a process
of mmproving a machining command according to the
embodiment of the present invention;
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FIG. 9 1s a block diagram showing a basic configuration
according to a first modification of the present invention;
and

FIG. 10 1s a sequence chart showing the flow of a process

ol storing machining technique information according to the
first modification of the present invention.

DETAILED DESCRIPTION OF TH.
INVENTION

(Ll

An embodiment of the present invention will be described
in detail next by referring to the drawings.

Configuration of Embodiment

As shown 1 FIG. 1, an integrated system 1 as a machin-
ing command improving system of the embodiment includes
a CNC machine tool 10, a machining state recording unit 11,
a tool information management unit 12, a machining method
improving unit 13, a shared database 20, a CAD 30, and a
CAM 40.

The outline of the integrated system 1 having the fore-
going configuration will be described briefly. In the inte-
grated system 1, a machining command 1s calculated using
the CAD 30 and the CAM 40. In the integrated system 1,
machining 1s performed continuously (namely, high-volume
production 1s given) using the CNC machine tool 10 on the
basis of the calculated machining command. Further, in the
integrated system 1, machining technique information of
higher quality 1s accumulated 1n the shared database 20 on
the basis of a state of the continuous machiming. Then, in the
integrated system 1, the machining command 1s 1improved at
the CNC machine tool 10 on the basis of the accumulated
machining technique information.

As described above, 1in the integrated system 1, new
machining technique information can be reflected 1n an
existing machimng command without the need of returning
to the CAM 40, unlike 1n the conventional cases. Namely, as
a machining command 1s improved at the CNC machine tool
10, the integrated system 1 allows improvement of the
machining command 1n a simpler method than the conven-
tional method.

Each device for realizing the foregoing process will be
described 1n detail next. The CAD 30 1s a device that assists
a user in designing a machining geometry. The CAM 40 1s
a device that assists 1n calculating a machining command for
machining a workpiece as a machining target into the
machining geometry designed by the CAD 30. The CNC
machine tool 10 1s a numerical controller equipped with a
machine tool that performs machining of the machiming
target on the basis of the machining command calculated by
the CAM 40. The specific configurations and functions of
these devices are well known to a person skilled 1n the art,
so that they will not be described 1n detail.

The shared database 20 1s a shared database connected to
each the CAD 30, the CAM 40, and the CNC machine tool
10 (including the machining state recording unit 11, the tool
information management unit 12, and the machining method
improving unit 13) in a manner allowing reading and writing

from and into the shared database 20. Various types of
information can be shared among the CAD 30, the CAM 40,

and the CNC machine tool 10 by causing the CAD 30, the
CAM 40, and the CNC machine tool 10 to transter infor-
mation to and from each other through the shared database
20. As shown 1n FIG. 1, for example, information stored 1n
the shared database 20 includes a machining geometry,
machining technique mformation, a machining command, a
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tool usage history, and tool information. These pieces of
information will be described in detail later by referring to
the data configuration views of FIGS. 2, 3, and 4.

The machining state recording unit 11, the tool informa-
tion management unmit 12, and the machiming method
improving unit 13 are units responsible for processes spe-
cific to the itegrated system 1. More specifically, each time
the CNC machine tool 10 executes a machining command,
the machining state recording unit 11 generates machining
technique information. Further, the machining state record-
ing unit 11 stores the generated machining technique infor-
mation into the shared database 20. The process performed
by the machining state recording unit 11 will be described in
detail later by referring to the sequence chart of FIG. 5.

The tool information management umit 12 manages infor-
mation about a tool used for machining by the CNC machine
tool 10. For example, the tool information management unit
12 manages the tool information and the tool usage history
stored 1n the shared database 20. The process performed by
the tool information management unit 12 will be described
in detail later by referring to the sequence chart of FIG. 6.

The machining method improving umt 13 1mproves a
machining command at the CNC machine tool 10 on the
basis of the machining technique information accumulated
in the shared database 20. The process performed by the
machining method improving unit 13 will be described in
detail later by referring to the sequence chart of FIG. 7.

The devices included in the embodiment have been
described above. Each of these devices includes an arith-
metic processing unit such as a central processing unit
(CPU). Each of these devices further includes an auxiliary
storage device that may be a hard disk drive (HDD) storing
various control programs such as application software and
an operating system (OS), and a main storage device that
may be a random access memory (RAM) for storing data
necessitated temporarily by the arithmetic processing unit in
executing programs.

In each of these devices, the anthmetic processing unit
reads out the application software and/or OS from the
auxiliary storage device, and performs arithmetic processing
on the basis of the read application software and/or OS,
while expanding the read application software and/or OS 1n
the main storage device. On the basis of the results of this
arithmetic processing, various types of hardware provided 1n

cach of these devices are controlled in this way, the func-
tions of the embodiment are realized. In other words, the
embodiment 1s realized by causing hardware and software to
work cooperatively.

Like the foregoing devices, each the machining state
recording unit 11, the tool information management unit 12,
and the machining method improving unit 13 are realized at
the CNC machine tool 10. Being realized at the CNC
machine tool 10 includes not only cases of being realized by
causing hardware and software of the CNC machine tool 10
to work cooperatively, but also cases of being realized by
causing hardware and software of a different device (not
shown) and the hardware and the software of the CNC
machine tool 10 to work cooperatively.

Details of Each Piece of Information Stored in
Shared Database 20

Each piece of information stored in the shared database 20
will be described 1n detail by referring to the drawmgs As
shown 1 FIG. 1, for example, information stored in the
shared database 20 includes a machining geometry, machin-
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ing technique information, a machining command, a tool
usage history, and tool information.

The “machining geometry™ 1s the geometry of a machined
workpiece designed by the CAD 30, as described above. As
an example, the machining geometry 1s defined by the type
of geometry and specific designations of the partial angle,
s1ze, etc. of the geometry. For example, the geometry types
include a plane, a hole, a groove, a pocket, a boss, etc. The
specific designations include a plurality of specific designa-
tions that may be “a depth of 30 mm,” *“a conical hole
bottom shape,” “a bottom point angle of 118°,” and *““a hole
diameter of 10.0 mm,” for example, 11 the geometry type 1s
a hole.

As described above, the “machining command™ 1s infor-
mation for implementation of machiming calculated by the
CAM 40 and improved at the CNC machine tool 10. The
machining command includes settings of machining con-
tents such as a tool number, machiming geometry (machining,
feature), a material of a machiming target, a cutting condi-
tion, strategy, a method of approach, or a method of retract,
for example. The machining command further includes
“machining request mformation” described in detail later,
which 1s information indicating a request to be satisfied in
machining. In the embodiment, an example of the machining,
request mformation includes the aim of a user during the
machining, for example.

As described above, the “machining technique informa-
tion.” 1s information to be referred to by a user in calculating
a machining command or used for improvement at the CNC
machine tool 10. The machining technique information 1s
managed by the machining state recording unit 11. The
machining technique information 1s used by the machiming
method improving umt 13. Like a machining command, the
machining technique information includes settings of
machining contents. Like a machining command, the
machining technique information includes the machiming
request information. The machining technique information
turther includes information about a state 1n which machin-
ing 1s being performed by the CNC machine tool 10 on the
basis of a machining command and about the cost of a tool
used 1n the machining by the CNC machine tool 10.

The “tool usage history” 1s mformation about the usage
history of the tool used in machining by the CNC machine
tool 10. Like the tool imnformation, the tool usage history 1s
managed by the tool information management unit 12. The
tool usage history includes tool exchange time and a tool
usage period.

The “tool information” 1s information about the cost of a
tool used in the machining by the CNC machine tool 10. The
tool mformation 1s managed by the tool information man-
agement unit 12. The tool information includes information
for selecting a tool such as the tool classification (type), tool
length, or tool radius of each tool. The tool imformation
turther includes mformation about each tool such as the life
ol a tool and the cost of the tool such as tool cost per unit
time.

The data configuration of the machining technique infor-
mation will be described next by referring to FIGS. 2 and 3.
As shown 1n FIG. 2, the machining technique information 1s
data having a hierarchical structure. More specifically, the
machining technique information 1n a higher layer includes
information indicating a machining command number, a
CNC machine tool number, date and time of start of a
machining command, date and time of finish of the machin-
ing command, and a state of attachment of a cutting target
material, and information about one or a plurality of machin-
ing steps in the case where the machining step 1s a unit of

10

15

20

25

30

35

40

45

50

55

60

65

6

machining one type of machining geometry using one type
of tool. The information about the machining steps shown 1n
FIG. 2 includes information about steps from a first machin-
ing step to an Nth (N 1s an arbitrary natural number)
machining step.

Information about each of the steps from the first machin-
ing step to the Nth machining step in a middle layer includes
the following for one machining step or each of a plurality
of machining steps: 1tems relating to management such as a
machining step number, date and time of start of a machin-
ing step, and date and tame of finish of the machining step;
information about machiming contents such as a tool num-
ber, a machining geometry, a cutting condition, strategy, a
method of approach, and a method of retract; and machining
request information.

The machining request information 1 a lower layer
includes the aim of machining, a material of a machining
target, CAM tolerance, surface roughness, geometrical tol-
erance, and dimensional tolerance.

Each of the foregoing pieces of information and the
hierarchical structures are shown merely as examples, and
information included in the machining technique informa-
tion and the hierarchical structure of the machiming tech-
nique information of the embodiment are not limited to these
exemplary contents. As an example, the machining contents
in the middle layer may further include information such as
a machining step name, a spindle rotation number, a cutting
feedrate, a feed amount of one tool edge, a depth of a cut,
a cutting width, an effective function, a tool path, etc. Some
of the exemplary pieces of information may be omaitted.

In the embodiment, a user first calculates a machining
command for each machining step by describing machining
contents (corresponding to the foregoing information in the
middle layer) and machining request information (corre-
sponding to the foregoing information in the lower layer)
using the CAM 40. Then, the machining state recording unit
11 generates the machiming technique information during
execution of the calculated machining command.

Information such as an i1dentification number 1included 1n
the higher layer of the machining technique information 1s
general log information, and information indicating machin-
ing contents included in the middle layer i1s information
generally described at the time of calculation of a machining
command. Thus, these pieces of information will not be
described in detail. The machimng request information
included 1n the lower layer includes information specific to
the embodiment, so 1t will be described 1n detail.

The machining request information 1s described by a user
in a machining command when the user calculates the
machining command using the CAM 40. The contents of the
machining request information may be described through
input of an arbitrary character string as text by the user or
through selection by the user from character strings prepared
in advance. Each piece of information in the machining
request information will be described next.

The aim of machining 1s information indicating a request
for machining from the user having calculated the machin-
ing command. Examples of the aim of machining include
total machining cost minimization, machining man-hour
minimization, tool cost minimization, tool nose exchange
frequency minimization, and machining reliability maximi-
zation.

The material of a machining target 1s a material of a
machining target (workpiece) as a target of machining under
the machining command. Examples of the material of the
machining target include aluminum, brass, stainless steel,
iron, and titanium.
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The CAM tolerance 1s an accurate allowable value when
implementing 3D machiming such as free-form machining
under the machiming command. The CAM tolerance 1s

[

expressed as a value units of [mm], for example. The surface

roughness 1s a state of asperities on a machining surface

l

machined under the machiming command. The surface
roughness 1s expressed as arithmetic mean roughness as a
value 1n units of [Ra], for example.

The geometrical tolerance 1s a diference allowed for a

geometrcally correct geometry or position. The dimensional
tolerance 1s a difference allowed for dimension. The geo-
metrical tolerance and the dimensional tolerance are
expressed as values 1n units of [mm] indicating allowable
differences, for example.
Information indicating a state during execution of the
machining command and the tool information associated
with the machining technique information by the machining,
state recording unit 11 will be described next by referring to
FIG. 3. As shown 1n FIG. 3, information indicating a state of
execution of the machining command and associated with
the machining technique information for each machiming
step includes data such as data information from various
sensors, servo information, and motion 1mages captured
during machining. The tool information 1s further associated
with the machining technique information.

Examples of the data imformation from various sensors
include a deformation amount of a cutting target material, air
temperature information, machine temperature information,
coolant temperature imnformation, acceleration sensor data,
automatic emission (AE) sensor data, and sound sensor data.

Examples of the servo information include information
about a servo motor such as a spindle motor current value,
cach feed axis motor current value, a spindle motor load,
cach feed axis motor load, a spindle overnide, and a feed axis
speed override.

Examples of the motion images captured during machin-
ing include motion 1mages of a machining target, a tool or
a machining point captured during implementation of the
machining.

Examples of the tool mnformation include tool cost per
unit time about a tool used for machining and the life of the
tool.

The data configuration of the tool usage history will be
described next by referring to FIG. 4. As shown 1n FIG. 4,
the tool usage history 1s data having a hierarchical structure.
More specifically, the tool usage history in a higher layer
includes information about each tool. The information about
cach tool shown in FIG. 4 includes information about tool
numbers from a first tool number to an Mth (M 1s an
arbitrary natural number) tool number.

Each of the pieces of information from the information
about the first tool number to the information about the Mth
tool number 1n a lower layer includes tool exchange time and
a total tool usage period. The tool exchange time is the time
when a tool was exchanged. The total tool usage period 1s a
period when a tool was used for machining after exchange
of the tool. These pieces of information are values actually
measured during machining by the CNC machine tool 10
and are updated appropriately by the tool information man-
agement unit 12.

The data configuration of the tool information will be
described next by referring to FIG. 5. As shown 1n FIG. 5,
the tool information 1s data having a hierarchical structure.
More specifically, the tool information 1 a higher layer
includes information about each tool. The information about
cach tool shown 1n FIG. 5 includes information about tool
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numbers from a first tool number to an Mth (M 1s an
arbitrary natural number) tool number.

Each of the pieces of mnformation from the information
about the first tool number to the information about the Mth
tool number 1n a lower layer includes tool life and tool cost
per unit time. The tool life 1s a period when a tool was
available for use 1n machining after exchange of the tool.
The tool cost per unit time 1s tool cost incurred by the usage
ol a tool per unit time (in units of one minute, for example).

Each time the tool usage history 1s updated, these pieces
of mformation are calculated and updated by the tool
information management unit 12. Regarding a tool to be
subjected to exchange of a tool nose, for example, at a
predetermined cycle due to wear resulting from machining,
the life of this tool 1s calculated as a diflerence between time
of the most recent tool exchange and time of tool exchange
previous to the most recent exchange and 1s then updated. In
another case, regarding a tool not required to be exchanged
within a certain period after purchase, the life of this tool 1s
calculated as the same period as a total tool usage period
determined most recently and then updated.

The tool cost per unit time 1s calculated by dividing a tool
unit price by tool life and then updated. If a unit time 1s one
minute and if the life of a tool available at a unit price of 100
yen 1s 300 minutes, for example, the tool cost of this tool per
unit time 1s calculated as “100/300=0.33" and thus deter-
mined to be 0.33 yen.

This tool unit price 1s registered 1 advance with the
shared database 20. If one tool has a plurality of parts to be
exchanged, the umit price of this tool 1s calculated by
multiplying the unit price of one of these parts and the
number of these parts. If the unit price of one part 1s 100 yen
and 11 there are four parts to be exchanged, for example, the
tool unit price 1s calculated as “100x4=400" and thus
determined to be 400 yen.

If a part to be exchanged becomes available for use on
several occasions by being exchanged, a tool unit price 1s
calculated by dividing the unit price of such a part by the
number of these occasions. In the case of a triangular nsert
chip with three edges on the three sides, for example, this
insert chip 1s available for use on three occasions by rotating
and reattaching (namely, by exchanging) the edges. For this
reason, 1i the unit price of this insert chip 1s 100 yen, for
example, a tool unit price i1s calculated as “100/3=33" and
thus determined to be 33 yen. If one tool has a plurality of
parts to be exchanged and the parts to be exchanged each
become available for use on several occasions by being
exchanged, a tool unit price 1s calculated by combining the
foregoing calculations.

Each of the pieces of information stored in the shared
database 20 1s as described above. These pieces of informa-
tion are merely shown as examples and different information
may be stored further into the shared database 20. Examples
of information to be stored as part of the machining tech-
nique mformation include electric power charges calculated
from the amount of electrical energy consumed for machin-
ing, a machining period and a tool usage period in each
machining step, resource information about a machine tool,
etc., and information about the incidence of failure or
trouble occurring during machining under a machiming
command.

Process of Generating and Storing Machining
Technique Information

A process of generating and storing machining technique
information performed by the machining state recording unit
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11 will be described next by referring to the sequence chart
of FIG. 6. Each time a machining command 1s executed by
the CNC machine tool 10, the machining state recording unit
11 generates and stores machining technique information.
More specifically, the CNC machine tool 10 outputs servo
information and data mformation from various sensors
acquired during execution ol a machining command to the
machining state recording unit 11. Further, a camera (not
shown) captures 1images during execution of the machining
command and outputs the captured images to the machining
state recording unit 11. The machining state recording unit
11 collects these pieces of information (the servo informa-
tion, the data information from wvarious sensors, and the
captured 1mages showing a machiming state), and associates
the collected pieces of information with nformation
included in the machining command such as machining
contents, the aim ol machiming, etc., thereby generating
machining technique information.

In step S11, the CNC machine tool 10 starts implemen-
tation of machining on the basis of a machining command.
Further, the CNC machine tool 10 notifies the machining
state recording unit 11 of the start of implementation of the
machining. After the machining state recording umt 11 1s
notified of the start of implementation of the machining, the
machining state recording unit 11 starts collection of infor-
mation indicating a state of execution of the machining
command for generating machining technique information
in step S21. More specifically, the machining state recording
unit 11 starts collection of the foregoing data information
from various sensors, servo information, and motion images
captured during the machiming. As described above, these
pieces ol mformation are collected for each machining step.

In step S12, the CNC machine tool 10 starts execution of
a 1irst machining step on the basis of the machining com-
mand. In step S22, the machining state recording unit 11
starts collection of information indicating a state of execu-
tion of the first machining step.

In step S13, the CNC machine tool 10 finishes execution
of the first machining step. In step S23, the machining state
recording unit 11 {finishes collection of the nformation
indicating the state of execution of the first machining step.

Next, the CNC machine tool 10 and the machining state
recording unit 11 repeat the same processes 1 step S12, step
S13, step S22, and step S23 for each machining step. This
repetition 1s not shown 1n FIG. 6.

Then, 1 step S14, the CNC machine tool 10 starts
execution of an Nth machiming step. In step S24, the
machining state recording unit 11 starts collection of infor-
mation indicating a state of execution of the Nth machinming,
step.

In step S135, the CNC machine tool 10 finishes 1mple-
mentation of the machining on the basis of the machinming
command. The CNC machine tool 10 notifies the machining
state recording unit 11 of the finish of the machining. After
the machining state recording unit 11 1s notified of the finish
of the machiming, the machining state recording unit 11
finishes collection of the information indicating the state of
execution of the machining command 1n step S25.

In step S26, the machining state recording unit 11 acquires
tool information about a tool having been used for the
machining in each of the foregoing steps (namely, tool life
and tool cost per unit time) from the shared database 20. In
step S27, the machining state recording unit 11 generates
machining technique information on the basis of the nfor-
mation collected 1n each of the foregoing steps, the contents
of the machining command executed in each of the forego-
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ing steps by the CNC machine tool 10, and the tool infor-
mation about the tool used in each of the foregoing steps.

In step S28, the machining state recording unit 11 stores
the machining technique information generated 1n step S27
into the shared database 20. Then, this process 1s finished. As
a result of the foregoing operation, each time the CNC
machine tool 10 executes a machining command, machining
technique information 1s generated and accumulated 1n the

shared database 20.

Process of Updating Tool Usage History and Tool
Information

A process of updating a tool usage history and tool
information performed by the tool information management
umt 12 will be described next by referring to the sequence
chart of FIG. 7. The tool information management unit 12
updates a tool usage history and tool information 11 the CNC
machine tool 10 executes a machining command and uses a
tool, or if a tool 1s exchanged.

In step S31, the CNC machine tool 10 judges whether a
machining command has been executed and a tool has been
used. If a tool has been used, a judgment Yes 1s made 1n step
S31 and the process proceeds to step S32. If a tool has not
been used, a judgment No 1s made i step S31 and the
process proceeds to step S33.

In step S32, the CNC machine tool 10 notifies a usage
period of each tool having been used in each step 1n the
machining command.

In step S41, the tool information management unit 12
acquires the notified tool usage period. In step S42, the tool
information management unit 12 updates a total tool usage
period 1n a tool usage history stored 1n the shared database
20 on the basis of the acquired tool usage period.

In step S43, the tool mformation management unit 12
updates tool life or tool cost per unit time 1n tool information
stored 1n the shared database 20 on the basis of the updated
total tool usage period.

In step S33, the CNC machine tool 10 judges whether a
tool has been exchanged. IT a tool has been exchanged, a
judgment Yes 1s made 1n step S33 and the process proceeds
to step S34. If a tool has not been exchanged, a judgment No
1s made 1n step S33 and then this process 1s finished.

In step S34, the CNC machine tool 10 notifies tool
exchange time of the exchanged tool. In step S44, the tool
information management umt 12 acquires the notified tool
exchange time. In step S45, the tool information manage-
ment unit 12 updates tool exchange time 1n the tool usage
history stored 1n the shared database 20 on the basis of the
acquired tool exchange time.

In step S46, the tool information management unit 12
updates the tool life or the tool cost per unit time 1n the tool
information stored 1n the shared database 20 on the basis of
the updated tool exchange time. Then, this process 1s fin-
ished. As a result of the foregoing operation, 1f the CNC
machine tool 10 executes a machining command and uses a
tool or if a tool 1s exchanged, a tool usage history and tool
information are updated.

Process of Improving Machimng Command

A process of improving a machining command performed
by the machining method improving unmit 13 will be
described next by referring to the sequence chart of FIG. 8.
The machining method improving unit 13 performs the
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process ol improving a machining command before the
CNC machine tool 10 performs machining on the basis of

the machining command.

The process of improving a machining command may be
performed for each implementation of machining, or may be
performed at a predetermined cycle (for example, each time
machining 1s performed a predetermined number of times or
cach time a predetermined period of time has passed). Such
timing of performing the process of improving a machining,
command can be set using a flag for determining timing.
This makes 1t possible to improve a machining command
automatically to coincide with timing set on the basis of the
flag without involving operation by a user. Alternatively,
such a flag may not be set and a machiming command may
be improved manually on the basis of mstructive operation
through the CNC machine tool 10.

In step S51, the CNC machine tool 10 notifies the
machining method improving unit 13 of a machining com-
mand for machining to be performed next on the basis of a
flag (1n another case, on the basis of instructive operation
from a user).

In step S61, the machining method improving unit 13
acquires the notified machining command. In step S62, the
machining method improving unit 13 identifies a machining
geometry and machining request information included 1n the
acquired machining command.

In step S63, the machining method improving umt 13
acquires all pieces of machining technique information, each
including a machining geometry at least partially the same
as the identified machining geometry and conforming at
least partially to the identified machining request informa-
tion. A judgement criterion for “being the same at least
partially” will be described next. Regarding a machining
geometry, the machining geometry i1s defined by the type of
a geometry and specific designations of a partial angle, size,
etc. of the geometry, as described above. In the embodiment,
as long as there 1s conformity to the type of the identified
geometry, “a machining geometry™ 1s judged to be “the same
at least partially,” even 1n the absence of conformity in terms
of specific settings. Regarding machining technique infor-
mation, the machining technique information includes an
aim of machining, a raw material of a machining target,
CAM tolerance, etc., as described above. In the embodi-
ment, as long as there 1s conformity 1n terms of an aim of
machining, “machiming technique information™ 1s judged to
be “the same at least partially,” even in the absence of
conformity in terms of other machiming request information.

In step S64, the machining method improving umt 13
determines the machining technique information from the
acquired pieces of machining technique information achiev-
ing the highest satisfaction of a request in the machining
request 1nformation (here, an aim of machining, for
example) conforming to the machining command. A crite-
rion for judging whether the request 1s satisfied differs
according to the contents of the machining request informa-
tion. The judgment criterion will be described in detail
together with an exemplary aim of machining.

First Example: If Aim of Machining 1s Total
Machining Cost Minimization

If an aim of machining in machining request information
1s “total machining cost minimization,” for example,
machining technique imnformation resulting 1n minimization
of “(machining periodxcharge amount per unit time)+(tool
usage periodxtool cost per unit time)+energy cost” 1s deter-
mined to be the machining technique information achieving,
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the highest satisfaction of the request in the machining
request information. The tool cost per unit time 1s 1cluded
in the machimng technique information. The machining
period and the tool usage period can be calculated using a
tool point move distance and a tool point feedrate. The tool
point move distance 1s calculated by extracting machining
technique information conforming at least partially to each
an 1dentified machining geometry and 1dentified machining
request information, and by applying a machining method
according to the conforming machining technique informa-
tion to the identified machining geometry. The machiming
period and the tool usage period are both calculated as *“(tool
point move distance)/(tool point feedrate).” The charge
amount 1s the cost of usage of the CNC machine tool 10 and
can be calculated by dividing the purchase price of the CNC
machine tool 10 by the durable life of the CNC machine tool
10. The energy cost 1s electric power charges for machining
and 1s 1included 1n the machining techmque information.

Second Example: If Aim of Machining 1s
Machining Man-Hour Minimization

If an aim of machining 1n machining request information
1s “machining man-hour minimization,” for example,
machining technique imnformation resulting in minimization
of “(tool point move distance)/(tool point feedrate)” 1is
determined to be the machining technique information
achieving the highest satisfaction of the request in the
machining request information. The tool point move dis-
tance 1s calculated by extracting machining technique infor-
mation conforming at least partially to each an identified
machining geometry and 1dentified machining request infor-
mation, and by applying a machining method according to
the conforming machining technique information to the
identified machining geometry. The tool point feedrate is
included in the machining technique iformation.

Third Example: If Aim of Machining 1s Tool Cost
Minmimization

If an aim of machining 1n machining request information
1s “tool cost minimization,” for example, machiming tech-
nique information resulting in minimization of “(machiming,
period)x(tool cost per unit time)” 1s determined to be the
machining technique information achieving the highest sat-
isfaction of the request in the machining request informa-
tion. The machining period can be calculated using a tool
point move distance and a tool point feedrate. The tool point
move distance 1s calculated by extracting machining tech-
nique mformation conforming at least partially to each an
identified machining geometry and identified machining
request information, and by applying a machining method
according to the conforming machining technique informa-
tion to the identified machining geometry. The machiming
period 1s calculated as “(tool point move distance)/(tool
point feedrate).” The tool cost per unit time 1s included 1n the
machining technique information.

Fourth Example: If Aim of Machining 1s Tool Nose
Exchange Frequency Minimization

If an aim of machining 1n machining request information
1s “tool nose exchange {requency minimization,” {for
example, machining technique information resulting 1in
minimization ol “(tool usage period)/(tool life)” 1s deter-
mined to be the machining technique information achieving
the highest satisfaction of the request in the machiming
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request information. The tool usage period can be calculated
using a tool point move distance and a tool point feedrate.
The tool point move distance 1s calculated by extracting
machining technique information conforming at least par-
tially to each an i1dentified machining geometry and identi-
fied machining request information, and by applying a
machining method according to the conforming machining
technique mnformation to the 1identified machining geometry.
The machining period 1s calculated as “(tool point move
distance)/(tool point feedrate).” The tool life 1s included 1n
the machining technique information.

Fifth Example: If Aim of Machining 1s Machining
Reliability Maximization

If an aim of machining in machining request information
1s “machining reliability maximization,” for example,
machining technique imnformation resulting 1n minimization
of “the incidence of failure or trouble occurring during
machining under a machining command” 1s determined to
be the machining technique information achieving the high-
est satisfaction of the request in the machining request
information. The incidence of failure or trouble occurring
during machining under the machining command 1s included
in the machining technmique information.

The machining method improving unit 13 determines the
machining technique information from the acquired pieces
of machining techmque information achieving the highest
satisfaction of a request in the machining request informa-
tion conforming to the machining command on the basis of
the judgment criterion differing according to the foregoing,
aims of machining.

In step S65, the machining method improving umt 13
improves the machining command by replacing the contents
of the machining command with the contents of the machin-
ing technique information achieving the highest satistaction
of the request 1n the machining request information. In this
way, the machining command can be improved to a machin-
ing command usable for achieving the highest satisfaction of
the request 1n the machining request information. The fore-
going processes from step S62 to step S65 are performed for
cach machiming step in the machining command.

In step 66, the machining method improving unit 13
notifies the improved machining command to the CNC
machine tool 10. In step S52, the CNC machine tool 10
acquires the notified improved machining command.

In step S53, the CNC machine tool 10 performs machin-
ing on the basis of the improved machining command. Then,
this process 1s finished. As a result of the foregoing opera-
tion, a machining command for machining to be performed
next can be improved to a machining command usable for
achieving the highest satisfaction of a request 1n machining
request information on the basis of a tlag (or on the basis of
instructive operation from a user).

Tect of Embodiment

[T

According to the foregoing embodiment, new machining
technique information can be reflected in an existing
machining command without the need of returning to the
CAM 40 unlike 1 the conventional cases. Namely, as a
machining command 1s 1mproved at the CNC machine tool
10, the integrated system 1 allows improvement of the
machining command in a simpler method than the conven-
tional method.

Operation at the CAM 40 such as machining command
editing 1s a professional technique depending on the CAM
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40 and, 1n not a few cases, such operation cannot be handled
by a machining operator. In this regard, according to the
embodiment, editing (namely, improvement) of a machining
command can be completed at the CNC machine tool 10.
Thus, even 1f a user 1s a machining operator without a
proiessional technique depending on the CAM 40, for
example, the user 1s still allowed to do editing. Additionally,
in many cases, the machining operator 1s a person in charge
of the CNC machine tool 10 itself and thus has many
chances of operating the CNC machine tool 10 as an actual
machine. Thus, editing can be done easily and daily.

Pieces of information such as tool life, tool cost per unit
time, etc. cannot be regarded as correct information unless
they are given certain degrees of actual achievement. Hence,
regarding a machining command with little actual achieve-
ment 1n conventional cases, these pieces of information
including tool life have not been prepared sufliciently and
thus have not been available for improving the machinming
command. In this regard, the embodiment allows update of
these pieces of information including tool life at the CNC
machine tool 10 and allows accumulation of related machin-
ing techmque information. By doing so, the presence of
better machining technique responsive to machining request
information 1s rediscovered in the shared database 20 and
such machining technique becomes available for improve-
ment. Namely, according to the embodiment, accumulating
machining technique information allows usage of the shared
database 20 as a more beneficial database.

The accumulated machining technique information 1s
usable for a purpose other than the foregoing improvement.
For example, if a user 1s to calculate a new machining
command using the CAM 40, the user can calculate the
machining command newly for machiming of a machining

target into a machining geometry by referring to the machin-
ing technique information read by the CAM 40.

Cooperative Operation of Hardware and Software

Each device and each unit of the foregoing integrated
system can be realized by hardware, software, or a combi-
nation of hardware and software. A machining technique
management method implemented by each device and each
umt of the foregoing integrated system can also be realized
by hardware, software, or a combination of hardware and
soltware. Being realized by software means being realized
by reading and execution of a program by a computer.

The program can be stored using various types of non-
transitory computer-readable media and can be supplied to
the computer. The non-transitory computer-readable media
include various types of tangible storage media. Examples
of the non-transitory computer-readable media include a
magnetic storage medium (a flexible disk, magnetic tape, or
a hard dash dnive, for example), a magneto-optical storage
medium (a magneto-optical disk, for example), a CD read-
only memory (CD-ROM), a CD-R, a CD-R/W, and a semi-
conductor memory (a mask ROM, a programmable ROM
(PROM), an erasable PROM (EPROM), a tflash ROM, or a
random access memory (RAM), for example). The program
can also be supplied to the computer using various types of
transitory computer-readable media. Examples of the tran-
sitory computer-readable media include electrical signals,
optical signals, and electromagnetic waves. The transitory
computer-readable media can be used for supplying the
program to the computer via wired communication paths
such as electric wires and optical fibers, or wireless com-
munication paths.
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While the foregoing embodiment 1s a preferred embodi-
ment of the present invention, the scope of the present

invention 1s not limited only to the foregoing embodiment
but the present invention can be carried out 1n embodiments
including various changes within a range not deviating from
the substance of the present invention.

First Modification

In the foregoing embodiment, all pieces of machiming
technique information generated by the machining state
recording unit 11 are stored into the shared database 20.
Then, the machining method 1mproving unit 13 determines
the machining techmique information most usable for
achieving the highest satisfaction of a request 1n machining
request information from multiple pieces of machining
technique information at the time of improvement of a
machining command, and then improves the machiming
command. However, this 1s not the only configuration but a
different configuration is further applicable.

For example, of multiple pieces of machining technique
information generated by the machining state recording unit
11, only machining technique information most usable for
achieving the highest satisfaction of a request 1n machining
request mformation may be stored into the shared database
20. This allows the machining method improving unit 13 to
omit the process ol determining the machining technique
information most usable for achieving the highest satistac-
tion of the request.

A configuration according to a modification realizing this
modified configuration will be described by referring to FIG.
9. As shown 1 FIG. 9, as a diflerence from the integrated
system 1 according to the foregoing embodiment, an inte-
grated system 1a according to this modification additionally
includes a machining technique management unit 14. A
process of storing machining technique information per-
formed by the machiming technique management, unit 14
forming the difference from the integrated system 1 accord-
ing to the foregoing embodiment will be described by
referring to the sequence chart of FIG. 10. Each time the
machining state recording unit 11 newly generates machin-
ing technique information, the machining technique man-
agement unit 14 performs the process of storing the machin-
ing technique information.

First, the machining state recording unit 11 generates
machining technique information in a manner described
above by referring to FIG. 6. Then, 1n step S71, the machin-
ing state recording umt 11 notifies the machining technique
management unit 14 of the generated machining technique
information, not storing the generated machining technique
information into the shared database 20.

In step S81, the machiming technique management unit 14
acquires the notified machining technique information. In
step S82, the machining technmique management unit 14
identifies a machining geometry and machining request
information included in the acquired machining technique
information.

In step S83, the machining technique management unit 14
acquires machining technique information including a
machining geometry at least partially the same as the
identified machining geometry and conforming at least
partially to the idenftified machining request information.
The judgement criterion for “being the same at least par-
tially” 1s the same as the judgment criterion shown in the
foregoing description of step S63. As described above,
according to this modification, only machining technique
information most usable for achieving the highest satistac-
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tion of a request 1n machining request information is stored
into the shared database 20. For this reason, only one piece

of machining techmque information 1s acquired 1n this step.

In step S84, the machining technique management unit 14
determines which one of the new machining technique
information notified in step S81 and the existing machining
technique mformation acquired from the shared database 20
in step S83 1s machiming technique information most usable
for achieving the highest satisfaction of a request 1n the
conforming machining request information. The criterion
for judging whether the request 1s satisfied 1s the same as the
judgment criterion employed by the machining method
improving unit 13 and shown 1n the foregoing description of
step S64 of FIG. 8.

In step S83, the machining technique management unit 14
judges whether to update the machining technique informa-
tion. More specifically, if the machining technique informa-
tion achieving the highest satisfaction of the request 1n the
machining request mnformation 1s new machining technique
information, the machining technique management umt 14
judges to update the machining techmque information. In
this case, a judgment Yes 1s made 1n step S8S and the process
proceeds to step S86. If the machining technique informa-
tion achieving the highest satisfaction of the request in the
machining request information 1s existing machining tech-
nique information, the machining technique management
umit 14 judges not to update the machiming technique
information. In this case, a judgment No 1s made 1n step S85
and then this process 1s finished.

In step S86, the machining technique management unit 14
updates the machining technique information. Namely, the
machining technique management unmt 14 replaces the exist-
ing machining technique information with the new machin-
ing technique information and stores the replaced machining
technique information into the shared database 20. Then,
this process 1s finished. The foregoing processes from step
S82 to step S86 are performed for each machining step in the
machining command.

According to this modification described above, the total
number of pieces of machining technique information stored
into the shared database 20 can be reduced. This allows a
reduction 1n the volume stored in the shared database 20.
According to this modification, the machining method
improving unit 13 can omit the process of the determining
machining technique information usable for achieving the
highest satisfaction of a request. This allows a speed
increase in the process by the machining method improving
unit 13 to be performed before implementation of machin-
ing, so that the machiming under an 1improved machining
command can be started promptly.

Second Embodiment

As shown i FIG. 1, 1n the foregoing embodiment, the
integrated system 1 includes one set formed of the CNC
machine tool 10 and the machining state recording unit 11.
This 1s not the only configuration. The integrated system 1
may include a plurality of sets each formed of the CNC
machine tool 10 and the machining state recording unit 11.
The shared database 20 may be shared by all of these sets.
Configuring such a large-scale system allows collection of
machining technique iformation of larger quantities.

The machining method mmproving unmit 13 improves
machining technique information on the basis of many
pieces of machining techmque information collected from
these sets to provide machining technique information of
higher quality. With this configuration, even at a CNC
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machine tool 10 managed by a different administrator, for
example, machining technique information can still be

improved on the basis of actual achievement of another
CNC machine tool 10.

Third Modification

The contents 1n each piece of mformation stored in the
shared database 20 in the foregoing embodiment are shown
merely as examples. These contents can be subjected to
addition of, replacement with, or change to different types of
information freely, for example. As an example, the infor-
mation “tool cost per unit time” 1s used in the foregoing
embodiment as tool life 1s judged 1n terms of a period when
a tool was used for machining. As an alternative to this, tool
life may be judged 1n terms of a volume cut by machining,
and information such as “tool cost per unit cutting volume”™
may be used, for example. In another case, tool life may be
judged 1n terms of cutting energy, cutting load, or tool wear,
for example, as an index to the tool life, and information
corresponding to such pieces of information may be used.

Likewise, the judgment criterion in the foregoing embodi-
ment for determining the machining technique information
most usable for achieving the highest satisfaction of a
request 1s shown merely as an example and can be subjected
to addition of, replacement with, or change to a diflerent
judgment criterion freely, for example. In the foregoing
embodiment, machining technique information conforming
to an aim of machining included in machining request
information 1s a target of judgment, for example. Alterna-
tively, machining technique information to become a target
of judgment may be machining technique imnformation con-
forming to different pieces of information such as a raw
material of a machining target, CAM tolerance, surface
roughness, geometrical tolerance, and dimensional toler-
ance. As described above, information to be handled 1n the
foregoing embodiment may be changed appropnately 1n

response to an environment of implementation, user’s need,
etc.

EXPLANATION OF REFERENCE NUMERALS

1, 1a integrated system

10 CNC machine tool

11 Machining state recording unit

12 Tool information management unit

13 Machining method improving unit

14 Machining technique management unit
20 Shared database

30 CAD

40 CAM

What 1s claimed 1s:

1. A machining command improving system 1n an inte-
grated system 1n which a CNC machine tool for machining
ol a machining target into a predetermined machining geom-
etry on the basis of a machining command, wherein the CNC
machine tool and a shared database are connected to each
other, the machining command improving system being a
system for improving the machiming command, wherein the
machining command 1mproving system comprising:

a machining state recording umt that 1s configured to

start collection of information indicating a state of
execution of the machining command on the basis of
a first notification of a start of execution of machin-
ing by the machining command each time the CNC
machine tool executes the machining command, the
first notification being acquired from the CNC
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machine tool, the collection of the information indi-
cating the state being performed for each machining
step of a plurality of machining steps, and
generate machining technique information on the basis
of the information indicating the state collected in
cach machining step of the plurality of machining
steps, contents of the machining command executed
in each machining step of the plurality of machining
steps by the CNC machine tool, and tool information
about a tool used 1n each machining step of the
plurality of machining steps, and
register and accumulate the generated machining tech-
nique mformation in the shared database; and
a machining method mmproving umt, the machining
method 1mproving unit configured to
identily a machining geometry and machining request
information included 1n an acquired machining com-
mand on the basis of a second notification of the
acquired machining command for machining to be
performed next, the second notification being
acquired from the CNC machine tool,
acquire all pieces of the machining technique informa-
tion, each including a machining geometry at least
partially the same as the 1dentified machining geom-
etry and conforming at least partially to the identified
machining request information,
determine the machining techmque information from
the acquired pieces of machining technique informa-
tion achieving the highest satisfaction of a request 1n
the machining request information conforming to the
machining command,
improve the machining command by replacing the
contents of the machining command with contents of
the machining technique information achieving the
highest satisfaction of the request 1n the machining
request information, and
notily the improved machining command to the CNC
machine tool to thereby cause the CNC machine tool
to execute the machining on the basis of the
improved machining command,
wherein the machining request information includes one
or more of an aim of machining, a material of a
machining target, CAM tolerance, surface roughness,
geometrical tolerance, and dimensional tolerance,

wherein the machining state recording unit is configured
to generate and store the machining technique infor-
mation each time the machining command 1s executed
by the CNC machine tool,
wherein pieces of the information 1indicating the state are
collected for each machining step of the plurality of
machining steps of the machiming command, and

wherein the information indicating the state includes one
or more of a servo information, a data information from
various sensors, and a captured image showing a
machining state.

2. The machining command 1mproving system according,
to claim 1, further comprising a tool information manage-
ment unit that 1s configured to 1dentily either or both tool
cost per unit time and tool life as the tool information on the
basis of a usage history and an exchange history of the tool
used for the machining, and 1s configured to register the tool
information with the shared database, wherein

the machining state recording unit 1s configured to register

the tool information with the shared database in further
association with the machining request information and
the information indicating the state.
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3. The machining command improving system according
to claim 1, wherein the machining method improving unit 1s
configured to improve the machining command of the
machining target at the CNC machine tool on the basis of the
machining technique information achieving the highest sat-
isfaction of the request 1in the machining request informa-
tion.

4. The machining command improving system according
to claam 1, wherein the machining command and the
machining technique information include information about
the machining geometry, and

the machining method improving unit 1s configured to

improve the machining command of the machining
target at the CNC machine tool on the basis of the
machining technique information registered with the
shared database, conforming at least partially to the
machining request information, and including informa-
tion about the machining geometry conforming at least
partially to information about the 1dentified machining
geometry in the acquired machining command.

5. The machining command improving system according,
to claim 1, further comprising a machining technique man-
agement unit that 1s configured to compare the acquired
pieces of the machining technique information conforming,
at least partially to the identified machining request infor-
mation, and 1s configured to register only the machining
technique information with the shared database achieving
the highest satisfaction of the request in the machining
request iformation.

6. The machining command 1mproving system according
to claim 1, wherein the machining request information
includes mformation about the aim of the machining set by
a user having calculated the machining command, and

conforming at least partially to the machining request

information means that there 1s conformity at least 1n
terms of the aim of the machining.

7. A machining command improving method imple-
mented i an integrated system in which a CNC machine
tool for machining of a machining target into a predeter-
mined machining geometry on the basis of a machining
command, wherein the CNC machine tool and a shared
database are connected to each other, the machining com-
mand improving method being a method of improving the
machining command, wherein the machining command
improving method comprising:

a machining state recording step of

starting collection of information indicating a state of
execution of the machining command on the basis of
a first notification of a start of execution of machin-
ing by the machining command each time the CNC
machine tool executes the machining command, the
first notification being acquired from the CNC
machine tool, the collection of the information indi-
cating the state being performed for each machining,
step of a plurality of machining steps, and
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generating machiming technique information on the
basis of the information indicating the state collected
in each machiming step of the plurality of machining
steps, contents of the machining command executed
in each machining step of the plurality of machining
steps by the CNC machine tool, and tool information
about a tool used 1n each machining step of the
plurality of machiming steps, and

registering and accumulating the generated machining
technique information in the shared database; and

a machining method improving step, the machining
method 1mproving step

identifying a machining geometry and machining
request information included 1n an acquired machin-
ing command on the basis of a second notification of
the acquired machining command for machining to
be performed next, the second notification being
acquired from the CNC machine tool,

acquiring all pieces of the machining technique infor-
mation, each including a machining geometry at
least partially the same as the 1dentified machining
geometry and conforming at least partially to the
1dentified machining request information,

determining the machining technique information from
the acquired pieces of machining technique informa-
tion achieving the highest satisfaction of a request 1n
the machining request information conforming to the
machining command,

improving the machining command by replacing the
contents of the machining command with contents of
the machining technique information achieving the
highest satisfaction of the request 1n the machining

request information, and

notifying the improved machining command to the
CNC machine tool to thereby cause the CNC
machine tool to execute the machiming on the basis
of the improved machining command,

wherein the machining request information includes one

or more of an aim ol machining, a material of a
machining target, CAM tolerance, surface roughness,
geometrical tolerance, and dimensional tolerance,

wherein the machiming state recording step generates and

stores the machining technique iformation each time
the machining command i1s executed by the CNC
machine tool,

wherein pieces of the information 1indicating the state are

collected for each machining step of the plurality of
machining steps of the machiming command, and

wherein the information indicating the state includes one

or more of a servo information, a data information from
various sensors, and a captured image showing a
machining state.
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